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Description

TECHNICAL FIELD

[0001] The present invention relates to a method of jointing dissimilar metals, such as a combination of a steel material
and a magnesium alloy material, in which an oxide film is present in a joint surface therebetween and it is metallurgically
difficult to join the materials directly.

BACKGROUND ART

[0002] When joining dissimilar metals, such as a combination of a steel material and a magnesium alloy material, an
oxide film is present on a surface of the magnesium alloy material. Moreover, when using a material in which an oxide
film on a surface of steel is grown in a heating process at joining, it is difficult to joint the materials in an atmosphere.
[0003] Furthermore, an Fe-Mg binary phase diagram shows a biphasic separation, and each solid solubility limit is
significantly small. As a result, it is metallurgically quite difficult to directly join the materials having such characteristics.
[0004] Conventionally, when using such dissimilar metal materials composed of a combination of the magnesium
material and steel, a mechanical joint method using such as a bolt and a rivet has been employed (refer to JP 2000-272541
A).
[0005] JP 2007-152401 A discloses a bonding method for different materials, which can improve bonding strength,
even when dense oxide film exists in the bonding boundary face, by removing it comparatively easily without a large
heat input, a bonding apparatus for the same which is most suitably applicable for bonding the different materials, and
furthermore, a bonding structure for the same using the method. When bonding the materials having different melting
temperatures each other, a high melting temperature material and a low melting temperature material are piled together
for bonding, and a third material different from those materials are inserted between those materials. While keeping
such a state, a high energy beam is irradiated to the surface of the high melting temperature material, and pressure is
applied relatively on both of the materials so that eutectic melting is caused between the third material and at least one
of both materials and subsequently both materials are linearly bonded.
[0006] JP 2006-231343 A discloses a method of joining an oxide film forming material, a method capable of reducing
a heat input required for joining, suppressing formation of an intermetallic compound, and thereby improving joining
strength, in welding a joint containing, at least as one of the materials to be joined, an oxide film forming material that
forms a strong oxide film on the surface under the atmosphere like an aluminum-based or a magnesium-based material,
and also to provide a structure of joining the oxide film forming material, a structure that enables joining strength to be
improved. In joining an aluminum alloy material which is an oxide film forming material to a steel material, galvanization
for example is preliminarily applied to a joining face at least on the side of the aluminum alloy material, and then the
joining is performed, so that a reaction layer is formed between the new surface of the aluminum alloy material and of
the steel material.

DISCLOSURE OF INVENTION

TECHNICAL PROBLEM

[0007] However, in the method described in JP 2000-272541 A, there was a problem in increasing weights of joint
members and costs since the number of members to be used in joining was increased.
[0008] The present invention has been made focusing on the above-described problems in joining dissimilar metals
in the conventional art. An object of the present invention is to provide a joining method capable of strongly joining
dissimilar metals even if the metals are materials metallurgically difficult to be joined directly such as a magnesium
material and steel. In addition, another object of the present invention is to provide a joint structure capable of strongly
joining the dissimilar metals even composed of a combination of the above-described materials.

SOLUTION TO PROBLEM

[0009] As a result of repeated assiduous studies by the inventors to achieve the above-mentioned objects, it was
found that an oxide film formed on a surface between dissimilar metallic materials to be joined could be removed from
a joint interface at relatively low temperature by interposing a third material between the dissimilar metallic materials to
be joined, and causing a eutectic reaction between the third material and at least one of the dissimilar metallic materials.
According to a further research and development, the above-mentioned problem could be solved by adding metal forming
an intermetallic compound to at least one of the dissimilar metallic materials, and interposing a layer containing the
intermetallic compound between the dissimilar metallic materials. Accordingly, the present invention was completed.
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[0010] The present invention is based on the above-described findings. The method of joining dissimilar metals ac-
cording to the present invention is defined in independent claim 1. Preferred embodiments are set out in the dependent
claims.

ADVANTAGEOUS EFFECTS OF INVENTION

[0011] According to the present invention, it is possible to easily remove the oxide film at low temperature from the
joint interface even when the oxide film is formed on the joint interface, by interposing the third material between the
dissimilar metals to be joined and causing eutectic melting between the third material and at least one of the materials
to be joined. In addition, it is possible to mutually diffuse the materials to be joined on the joint interface, even composed
of the combination of the materials metallurgically difficult to be joined directly, by interposing the layer containing the
intermetallic compound of the metal D and at least one of the materials to be joined, thereby achieving a strong joint.

BRIEF DESCRIPTION OF DRAWINGS

[0012]

[Fig. 1] Fig. 1 is a graph showing eutectic points in a binary phase diagram of Mg-Zn system.
[Fig. 2] Fig. 2 is a binary phase diagram of Mg-Sn system.
[Fig. 3] Fig. 3 is a binary phase diagram of Mg-Cu system.
[Fig. 4] Fig. 4 is a binary phase diagram of Ag-Mg system.
[Fig. 5] Fig. 5 is a binary phase diagram of Mg-Ni system.
[Fig. 6] Fig. 6 is a process chart schematically showing a joint process in a method of joining dissimilar metals
according to the present invention.
[Fig. 7] Fig. 7 is a schematic cross-sectional view showing a joint structure of a lap joint by a point joining adopting
a joining method of the present invention.
[Fig. 8] Fig. 8 is a binary phase diagram of Al-Mg system.
[Fig. 9] Fig. 9 is a binary phase diagram of Fe-Al system.
[Fig. 10] Fig. 10 is a binary phase diagram of Mg-Ga system.
[Fig. 11] Fig. 11 is a binary phase diagram of Fe-Ga system.
[Fig. 12] Fig. 12 is a schematic view showing a configuration of a diffusion joint device used in examples of the
present invention.
[Fig. 13] Fig. 13 shows electron microscope photographs showing joint interface structures obtained by Examples
3, 6 and 8 of the present invention.
[Fig. 14] Fig. 14 shows charts showing X-ray diffraction results of each intermetallic compound present on a joint
interface obtained by Examples 6 and 8 of the present invention.
[Fig. 15] Fig. 15 is a schematic view showing a configuration of a resistance spot welding device used in examples
of the present invention.
[Fig. 16] Fig. 16 shows electron microscope photographs showing joint interface structures obtained by Examples
12, 13 and 15 of the present invention.

BEST MODE FOR CARRYING OUT THE INVENTION

[0013] A description will be made below in detail of a method of joining dissimilar metals according to the present
invention, and of a joint structure obtained thereby. Note that, in this description, "%" represents a mass percentage
unless otherwise specified.
[0014] In the method of joining the dissimilar metals according to the present invention, when a first material (magnesium
as a main component) and a second material (iron as a main component) are joined, a third material containing a metal
C that causes eutectic melting with one of or both of magnesium and iron is first interposed between the first material
and the second material, as described above. Meanwhile, a metal D is preliminarily added to one of or both of the third
material and a material mainly containing the metal that causes the eutectic melting with the metal C.
[0015] With regard to the joint, the eutectic melting is caused with the metal C and magnesium and/or iron by heating
and applying pressure, a product by the eutectic melting is removed from a joint interface, and an intermetallic compound
is generated between magnesium and the metal D and/or between iron and the metal D, whereby the first material and
the second material are joined via a compound layer containing the intermetallic compound.
[0016] Thus, an oxide film on a surface of the material to be joined can be easily moved since a portion adjacent to
the joint interface is melted due to the eutectic melting at a lower temperature than a melting point of the material to be
joined. In addition, the oxide film that is a factor to inhibit joining can be easily moved from the joint interface to the
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periphery, so as to easily eliminate the oxide film. Moreover, the layer containing the intermetallic compound is present
on the joint interface. Therefore, it is possible to mutually diffuse the materials to be joined even composed of the
combination of the materials metallurgically difficult to be joined directly, thereby improving a joint intensity.
[0017] When the metal C causes the eutectic melting with both of magnesium and iron, it is enough to add the metal
D to either the first material or the second material, although the metal D may be added to both of the first and second
materials. When the metal D is added to the third material, it is obviously not necessary to add the metal D to neither
the first material nor the second material although the metal D may be added to one of or both of the first and second
materials.
[0018] Note that, the "main component" in the present invention represents the component that is contained most in
the material.
[0019] The "metal C" represents the metal that causes the eutectic melting with one of or both of magnesium and iron,
and the "metal D" represents the metal that composes the intermetallic compound with one of or both of magnesium
and iron.
[0020] A specific combination of the dissimilar metal materials of the present invention, that is, a specific example of
the first material and the second material is the combination of a magnesium alloy material and a steel material. In this
case, aluminum can be appropriately employed as the metal D. As for the metal D, gallium (Ga) other than aluminum
of practical metal can be employed.
[0021] With regard to the specific joining method, the third material containing the metal C causing the eutectic melting
with magnesium is preliminarily adhered to the joint surface of a steel material, and aluminum as the metal D is added
to one of or both of the magnesium material and the third material. Then, the eutectic melting of aluminum and the metal
C is caused by heating and applying pressure at joining, the oxide film of magnesium is removed with the product
produced by the melting reaction from the joint interface, and an Al-Mg intermetallic compound and an Fe-Al intermetallic
compound are produced, whereby the magnesium material and the steel material can be joined via the compound layer
containing the intermetallic compounds.
[0022] In such a case, the metal C is at least one of zinc (Zn), tin (Sn), copper (Cu), silver (Ag) and nickel (Ni), or two
or more thereof can be employed as the third material.
[0023] Namely, as can be seen from the binary phase diagrams shown in Figs. 1 to 5, an Mg-Zn system alloy has two
eutectic points at 341 °C and 364 °C, and an Mg-Sn system alloy has two eutectic points at 561 °C and 204 °C,
respectively. In addition, it is known that an Mg-Cu system alloy has eutectic points at 485 °C and 552 °C, an Mg-Ag
system alloy has an eutectic point at 472 °C, and an Mg-Ni system alloy has an eutectic point at 506 °C, respectively,
in which the respective eutectic points are lower than a melting point of Mg.
[0024] As described above, aluminum or gallium as the metal D can be added to the third material containing the
metal C. Specifically, an alloy containing Zn as the metal C and Al as the metal D is preferably employed as the third
material. Accordingly, such a material can easily deal with the joint of the magnesium material that substantially does
not contain Al.
[0025] With regard to the specific means of adhering the metal C and the third material containing the metal D and
the metal C preliminarily to the joint surface of the steel material, a coating means such as plating, thermal spraying,
vapor deposition and film coating is preferably adopted.
[0026] In other words, the third material is adhered to a cleaned surface after cleaning by the above-mentioned coating
means. As a result, after a covering layer melted by the eutectic reaction at joining is removed to the periphery of the
joint portion with the oxide film and impurities on the surface, a strong joint can be achieved since a quite clean regenerated
surface is emerged from under the covering layer.
[0027] In this case, as for the steel plate covered with the third material, a material of which a surface is preliminarily
plated with zinc forming low-melting-point eutectic with magnesium as a main components of the first material, such as
a zinc-plated steel plate standardized according to JIS G 3302 and JIS G 3313, can be used. Due to the zinc-plated
steel plate, any additional preparation such as newly plating on the steel material is not required. In addition, a commer-
cially available common plated steel material on which zinc is plated in order to prevent corrosion can be directly employed.
Accordingly, it is possible to achieve a strong joint between the dissimilar metals quite simply and inexpensively.
[0028] Alternatively, an Al-Zn alloy-plated steel plate containing aluminum in zinc plating can be used, in which alu-
minum functions as the metal D to form the intermetallic compound with Mg and Fe.
[0029] In this case, the contained amount of Al in the plated layer is preferably less than 65%, more preferably 5% or
more to less than 60% by mass. Namely, when the Al amount in the Al-Zn alloy-plated layer is 65% or more, the thickness
of the compound layer formed on the joint interface becomes thicker relatively. Moreover, the compound structure
becomes a dominant constitution of the Fe-Al intermetallic compound, or has a two-layered structure instead of the
composite structure in which the Fe-Al intermetallic compound and the Al-Mg intermetallic compound are mixed. As a
result, the joint intensity tends to be lowered.
[0030] Note that, the alloy-plated steel plate plated with the Al-Zn alloy on the surface of the steel plate is standardized
according to JIS G 3317 (Zn-5%Al) and JIS G 3321 (55%Al-Zn). Thus, it is possible to adopt such a commercially
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available plated steel material, and therefore, possible to achieve a strong joint between the dissimilar metals simply
and inexpensively.
[0031] With regard to the method of joining the dissimilar metals according to the present invention, the first material
(magnesium as a main component) and the second material (iron as a main component) are joined via the compound
layer containing the intermetallic compound of magnesium and the metal D or the intermetallic compound of iron and
the metal D, as described above. Therefore, such a joint is achieved when at least any one of the intermetallic compounds
is contained in the compound layer. However, in view of further improving the joint intensity, both of the Al-Mg intermetallic
compound and the Fe-Al intermetallic compound are produced, and both are preferably mixed in the compound layer.
[0032] With regard to the example employing aluminum as the metal D in the joint of the magnesium material and
steel as described above, the compound layer including a composite structure is preferable, in which the Al-Mg inter-
metallic compound such as Al3Mg2 and the Fe-Al intermetallic compound such as FeAl3 are mixed.
[0033] Next, the example employing the Mg-Zn alloy in the eutectic melting will be explained.
[0034] As previously shown in Fig. 1, the Mg-Zn system has the two eutectic points (Te1 and Te2) at 341 °C and 364
°C, respectively, which are much lower temperatures than the melting point of magnesium of 650 °C, and at which the
eutectic reaction is caused.
[0035] Therefore, the eutectic melting of Mg and Zn is provided by use of the eutectic points shown in the figure, so
as to utilize in the oxide film removal at joining. Accordingly, it is possible to remove the oxide film of magnesium inhibiting
joining effectively at low temperature. In addition, it is possible to maintain the interface temperature at joining uniformly,
so as to achieve a stable joint.
[0036] Note that, the eutectic melting represents the melting utilizing the eutectic reaction. When the composition in
a mutually diffused area generated by mutually diffusing the two types of metal (or alloy) becomes an eutectic composition,
a liquid phase is formed due to the eutectic reaction if the maintained temperature is the eutectic temperature or more.
[0037] Therefore, the cleaned surfaces of both metals are brought into contact with one another, followed by heating
to and maintaining at the eutectic temperature or more, thereby causing the reaction. This represents the eutectic melting.
It is not necessary to control the composition since the eutectic composition is spontaneously obtained due to the mutual
diffusion.
[0038] Figs. 6(A) to 6(E) are schematic process charts showing a joint process between the magnesium alloy material
(the first material: Mg as a main component) and the zinc-plated steel plate (the second material: Fe as a main component)
as a specific example of the joint process of the dissimilar metal panels according to the present invention.
[0039] First, as shown in Fig. 6(A), a zinc-plated steel plate 2 provided with a zinc-plated layer (the third material) 2p
containing zinc functioning as the metal C to form eutectic with Mg on the surface at least at the joint interface side, and
a magnesium alloy material 1 are prepared. Then, as shown in Fig. 6(B), the zinc-plated steel plate 2 and the magnesium
alloy material 1 are overlapped one another by interposing the zinc-plated layer 2p therebetween. Note that, the appro-
priate amount of aluminum (the metal D) is preliminarily added to the magnesium alloy material 1. In addition, an oxide
film If is generated on a surface of the magnesium alloy material 1.
[0040] Then, as shown by arrows in Fig. 6(B), the oxide film If is locally damaged caused by relative pressing force
and plastic deformation due to a thermal impact load and heating.
[0041] When the oxide film 1f is locally damaged as described above, Mg and Zn locally come in contact with one
another. By maintaining a predetermined high-temperature state, the eutectic melting of Mg and Zn is caused starting
from the contacting portions, whereby an eutectic melting reaction product E is produced. Moreover, as shown in Fig.
6(C), the area in which the eutectic melting reaction product E is produced is expanded to the whole area of the joint
interface, thereby sequentially eliminating the oxide film If on the surface of the magnesium alloy material 1 effectively.
[0042] Then, as shown in Fig. 6(D), the oxide film If and impurities (not shown) on the joint interface are removed with
the eutectic melting reaction product E to the periphery of the joint portion by applying pressure. In this point, Mg is
preferentially melted with Zn due to the eutectic melting on the joint interface, thereby removing to the periphery of the
joint interface. As a result, the Al component added in the magnesium alloy is left on the joint interface. Accordingly, an
Al-rich phase is relatively provided only on the joint interface. In addition, Al atoms thereof react with Fe of the zinc-
plated steel plate 2 and Mg of the magnesium alloy material 1, so as to form a compound layer 3 (a reaction layer)
containing Al-Mg system and Fe-Al system intermetallic compounds on the joint interface.
[0043] Moreover, after the elapse of joint time, as shown in Fig. 6(E), the Mg-Zn eutectic melting reaction product is
completely removed to the periphery of the joint interface. As a result, the magnesium alloy material 1 and the steel
plate portion of the zinc-plated steel plate 2 are strongly joined via the compound layer 3 containing the intermetallic
compounds as descried above on the joint interface. Thus, the joint process is completed.
[0044] As illustrated in the figures, the zinc-plated layer 2p is not left on the joint interface after joining, while the
magnesium alloy material 1 and the steel plate portion of the zinc-plated steel plate 2 are joined only via the compound
layer 3. This is one of the factors capable of achieving a strong joint between the magnesium alloy material 1 and the
zinc-plated steel plate 2. It is necessary in such a joint structure that predetermined pressing force, temperature and
time necessary for the eutectic reaction and removal of the eutectic melting reaction product E, and an initial thickness
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of the zinc-plated layer 2p of the zinc-plated steel plate 2 correspond to the amount of zinc consumed by the eutectic
reaction at joining.
[0045] Fig. 7 shows the joint portion structure by a practical point joining adopting the above-described method. The
magnesium alloy material 1 in which the oxide film 1f is produced on the surface thereof is deposited on the zinc-plated
steel plate 2 provided with the zinc-plated layer 2p as the metal C on the surface thereof at least at the joint interface side.
[0046] In addition, the compound layer 3 containing the Al-Mg intermetallic compound (such as Al3Mg2) and the Fe-
Al intermetallic compound (such as FeAl3) is formed on the joint interface as described above. As a result, the magnesium
alloy material 1 and the steel plate 2 are joined via the compound layer 3. Moreover, effluents W, which are provided
due to the removal of oxide derived from the oxide film 1f and impurities on the joint interface with the eutectic melting
product containing zinc 2p of the zinc-plated steel plate 2, are interposed between both plate materials 1 and 2 while
surrounding the joint portion.
[0047] In the above-described example, the metal C and the metal D employ Zn and Al, respectively. As described
above, the metal C can employ Sn, Cu, Ag and Ni instead of Zn. and the metal D can employ Ga instead of Al. Even
when those metals are employed instead of Zn and Al, a joining principle and effects are basically not different from the
case employing Zn and Al, although the eutectic temperature and the intermetallic compound to be produced vary
depending on the types of the metal C and the metal D.
[0048] Figs. 8 to 11 shows the binary phase diagrams of the Al-Mg system, the Al-Fe system, the Mg-Ga system and
the Fe-Ga system. As can be seen from the figures, the intermetallic compound such as Al3Mg2 is produced in the Al-
Mg system, the intermetallic compound such as FeAl3 is produced in the Al-Fe system, the intermetallic compound such
as MgGa2 is produced in the Mg-Ga system, and the intermetallic compound such as FeGa3 is produced in the Fe-Ga
system, respectively.
[0049] As for the joining means (heating means) applied to the dissimilar metal joining method, it is particularly not
limited to a specific method as long as it can control the temperature of the joint interface precisely. For example, a
commonly-used device and equipment can be employed, including fusion joining such as resistance spot welding, laser
welding and highfrequency welding, and solid-phase welding such as friction stir welding, ultrasonic joining and diffusion
joining. Therefore, the joining method of the present invention is not costly since the existing equipments can be utilized
without newly developing and preparing joining means and heat sources for the joining method.
[0050] The joint structure of the dissimilar metals is a joint structure of the respective regenerated surfaces of the first
material (main component: magnesium) and the second material (main component: iron) via the compound layer 3
containing the intermetallic compound of iron and the metal D. The joint structure can be obtained by the above-described
joining means according to the present invention.
[0051] For example, in the lap joint as shown in Fig. 7. the effluents W, which include the eutectic melting reaction
product formed of the metal C and at least one of magnesium of the magnesium alloy material 1 and iron of the zinc-
plated steel plate 2, and oxide derived from the oxide film, are removed to the periphery of the compound layer 3 as a
joint portion, and interposed between both plate materials 1 and 2. The effluents W may include impurities on the joint
interface, components contained in the materials to be joined, and a redundant metal C.
[0052] Alternatively, with regard to a butt joint, it is possible to eliminate the effluents W, which are removed to the
periphery from the joint interface, from the joint members completely.
[0053] When the first material is the magnesium material (main component: Mg), the second material is the steel
material (main component: Fe), and the metal D is aluminum, the respective regenerated surfaces of the magnesium
material and the steel material are joined via the compound layer containing the Al-Mg system and Fe-Al system inter-
metallic compounds.
[0054] In this case, the compound layer preferably contains both of the Al-Mg system intermetallic compound and the
Fe-Al system intermetallic compound, and preferably includes the composite structure composed of Al3Mg2 and FeAl3
in view of improving a joint intensity. Furthermore, the reaction layer including the intermetallic compounds layer is more
preferably composed of only the Al-Mg system and Fe-Al system intermetallic compounds without including the eutectic
melting reaction product.
[0055] Meanwhile, when the metal D is Ga, the respective regenerated surfaces of the magnesium material and the
steel material are joined via the compound layer containing the Mg-Ga system and Fe-Ga system intermetallic com-
pounds.
[0056] In this case, the compound layer preferably contains both of the Mg-Ga system intermetallic compound and
the Fe-Ga system intermetallic compound, and preferably includes the composite structure composed of MgGa2 and
FeGa3 in view of improving a joint intensity. Furthermore, the reaction layer including the intermetallic compound layers
is more preferably composed of only the Mg-Ga system and Fe-Ga system intermetallic compounds without including
the eutectic melting reaction product.
[0057] The thickness of the compound layer is 0.08 mm or more, preferably 2.5 mm or less. Namely, when the thickness
of the compound layer is less than 0.08 mm, the joint surface has an uneven joint condition in which joined portions and
unjoined portions are mixed, which may cause a disadvantage of being not able to obtain a sufficient joint intensity.
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Thus, in order to maintain the joint surface with an even and reliable joint condition, the thickness of the compound layer
is preferably 0.08 mm or more.

EXAMPLE

[0058] Hereinafter, the present invention will be explained more specifically based on examples.
[0059] With regard to the dissimilar metal joint between the magnesium material as the first material and steel as the
second material, a bare steel plate and the zinc-plated steel plate plated with zinc (the metal C) were used as a steel
material. In addition, pure magnesium, and three types of magnesium alloy that had different added amounts of aluminum
(the metal D) from each other were prepared as a magnesium material. Then, the steel materials and the magnesium
materials were joined under various conditions, followed by examining a relationship between each interface structure
to be obtained and intensity thereof.
[0060] Fig. 12 is a schematic view showing a structure of the joint device used in the examples. A joint device 20
shown in the figure is a common diffusion joint device, including a heating furnace 21, a temperature controller 22 for
controlling atmosphere temperature in the heating furnace 21, and a pressure device 23.
[0061] While applying predetermined pressure to a cylindrical magnesium material 11 and an inverted U-shaped steel
material 12 placed in the heating furnace 21, each predetermined temperature was controlled by the temperature con-
troller 22. After maintaining the temperature in each example for predetermined time, heating was stopped to cool down.
[0062] With regard to joint conditions, the pressure level was set to 5 MPa, the joint temperature was set at within a
range of 425 °C to 500 °C, and the joint time was for 5 to 60 minutes. In order to measure the joint intensity after joining,
a T-tensile test was performed to measure tensile strength.
[0063] In addition, conditions such as a constitution and a thickness of the reaction layer in the joint interface in each
example were examined by a scanning electron microscope, an energy dispersive X-ray spectroscopy, and an X-ray
diffraction device. The results thereof are shown in Table 1. In the table, the tensile strength of less than 30 MPa is
indicated by "B", the tensile strength of 30 to less than 50 MPa is indicated by "A", the tensile strength of 50 to 70 MPa
is indicated by "AA", and the tensile strength of more than 70 MPa is indicated by "AAA". Meanwhile, the examples in
which the materials could not be joined are indicated by "C".

[Table 1]
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[0065] As shown in Table 1, Comparative Examples 1 to 4 used the bare steel plates not plated with zinc as a steel
material. As a result, the oxide film could not be removed since Mg-Zn eutectic melting was not caused. Accordingly,
the materials could not be joined even the joint conditions were varied in various combinations.
[0066] Since Comparative Example 5 used the zinc-plated steel plate plated with zinc, the oxide film on the surface
of the magnesium material could be removed due to the Mg-Zn eutectic melting. However, since the magnesium material
was pure magnesium not containing Al, the reaction layer was not formed on the joint interface, and a good joint could
not be achieved.
[0067] In the respective Comparative Examples 6 to 8, the joint temperature was low, and the joint time was relatively
short. As a result, the Mg-Zn eutectic melting reaction product could not be removed from the joint interface and the joint
intensity was low although the Fe-Al system intermetallic compound was slightly formed when the content of Al in the
magnesium material was high.
[0068] Meanwhile, Examples 1 to 4 used the zinc-plated steel plates as a steel material, and used 3% of Al-Mg alloy
as a magnesium alloy material.
[0069] In these examples, Al3Mg2 was not formed since the added amount of Al in the magnesium alloy material was
3%, which was relatively low, although FeAl3 was formed on the joint interface. In addition, since the diffusion joint was
employed in these examples, the average thickness in the reaction layer was less than 0.5 mm and the reaction layer
was formed unevenly. Accordingly, the joint intensity was slightly low although the joint was achieved.
[0070] Examples 5 to 11 used the zinc-plated steel plates as a steel material, and used 6% of Al-Mg alloy and 9% of
Al-Mg alloy as a magnesium alloy material. These examples contained the added amount of Al sufficiently. Therefore,
particularly in Examples 5, 6, 9 and 10, the composite reaction layer in each example composed of Al3Mg2 and FeAl3
was formed on the joint interface. Moreover, the thickness of the reaction layer was 0.5 mm or more and the reaction
layer was formed evenly. Thus, it was confirmed that these examples could obtain a high joint intensity in which the
tensile strength was above 70 MPa.
[0071] Meanwhile, the whole thickness of the reaction layer became thicker as the joint time was longer, and diffusion
of Mg was promoted as time passed. As a result, the composite reaction layer composed of AI3Mg2 and FeAl3 formed
once was changed to a single reaction layer composed of FeAl3. In such a case, although the joint ability between the
reaction layer and the steel side was high, the joint ability between the reaction layer and the magnesium side was
insufficient. Thus, it was confirmed that the joint intensity tended to be slightly lowered especially in Examples 8 and 11.
[0072] Figs. 13(A) to 13(C) show observation results of the joint interfaces of Examples 3, 6 and 8 observed by the
scanning electron microscope as representative examples of the joint structures.
[0073] Figs. 14(A) and 14(B) are charts showing the X-ray diffraction results of each intermetallic compound present
on the joint interface in Examples 6 and 8, respectively.
[0074] As shown in Fig. 13(A), only FeAl3 was formed on the joint interface in Example 3. Moreover, the reaction layer
was formed unevenly having the average thickness of less than 5 mm. Thus, it is considered that Example 3 resulted in
a slightly insufficient joint intensity.
[0075] On the other hand, Fig. 13(B) is a constitution showing the joint portion taken by the electron microscope in
Example 6. As can be seen from the composition analysis result by the X-ray diffraction shown in Fig. 14(A), the composite
reaction layer composed of AI3Mg2 and FeAl3 was formed evenly on the joint interface. Thus, it is recognized that
Example 6 could obtain the highest joint intensity in the examples.
[0076] Fig. 13(C) is a constitution showing the joint portion taken by the electron microscope in Example 8. As can be
seen from the composition analysis result by the X-ray diffraction shown in Fig. 14(B), the single reaction layer composed
of FeAl3 was formed evenly on the joint interface, in which the layer was slightly thicker. However, Example 8 could not
obtain a sufficient joint ability between the magnesium alloy material and the reaction layer. Thus, it is recognized that
the joint intensity was slightly lowered.
[0077] Examples 1 to 11 described above are the examples that employed the diffusion joint as a joint process, in
which the magnesium alloy including aluminum as the metal D was used as the first material and the zinc-plated steel
plate was used as the second material.
[0078] Meanwhile, Examples 12 to 22 described hereinbelow are the examples that employed the zinc-aluminum
alloy-plated steel plate or the aluminum-zinc alloy-plated steel plate as the second material, and employed a resistance
spot welding machine for joining. The zinc-aluminum alloy-plated steel plate and the aluminum-zinc alloy-plated steel
plate were plated with metal in which the metal D of aluminum and the metal C of zinc were preliminarily alloyed.
[0079] With regard to the dissimilar metal joint between the magnesium material and steel, Examples 12 to 22 employed
the zinc-plated steel plate plated with zinc (the metal C), four types of the zinc-aluminum alloy-plated steel plates having
the different added amounts of aluminum (the metal D) from each other, and the aluminum-plated steel plate only plated
with aluminum not including zinc.
[0080] As for the magnesium material, two types of magnesium alloy having the different added amounts of aluminum
(the metal D) from each other or pure magnesium were prepared. Then, the steel materials and the magnesium materials
were joined under various conditions by the resistance spot welding in these examples, followed by examining a rela-
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tionship between each interface structure to be obtained and intensity thereof. Note that, the magnesium material plate
with the thickness of 1.0 mm and the steel plate with the thickness of 0.55 mm were used.
[0081] Fig. 15 is a schematic view showing a structure of the joint device used in the examples. A joint device 30
shown in the figure is a common resistance spot welding device.
[0082] In the figure, the joint device 30 includes a pair of electrodes 33. While the electrodes 33 applied predetermined
pressure to the magnesium material plate 31 and each steel plate 32, in which the respective steel plates were plated
variously in each example, an AC power supply 34 applied current for predetermined time. Thus, heat generated by
electric resistance on the joint interface was utilized, thereby performing joining. Note that, the electrodes 33 were
composed of chromium copper, in which a tip curvature radius R was 40 mm.
[0083] With regard to joint conditions, the pressure level was set to 3 kN, the joint time was for 240 msec, and the
welding current was set to within a range of 16000 to 30000 A. In order to measure the joint intensity after joining, a
tensile shear test was performed for the measurement.
[0084] In addition, conditions such as a constitution and a thickness of the reaction layer in the joint interface in each
example were examined by a scanning electron microscope, an energy dispersive X-ray spectroscopy, and an X-ray
diffraction device.
[0085] The results thereof are shown in Table 2. In the table, the joint strength of less than 2.5 kN was evaluated as
"B", the joint strength of 2.5 to less than 3.0 kN was evaluated as "A", the joint strength of 3.0 to 3.5 kN was evaluated
as "AA", and the joint strength of more than 3.5 kN was evaluated as "AAA".

[Table 2]

[0086]
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Table 2

Section

Material To Be Joined Joint 
Current 
Value 

(A)

Interface Structure
Joint 

Intensity
NoteSteel 

Material
Magnesium 

Material

Reaction 
Layer 

Constitution

Thickness 
(mm)

Example

12 Zinc-Plated 
Steel Plate

3% Al-Mg 28000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.1 AA Fig. 
16(A)

13
Zn-5%Al 

Alloy-Plated 
Steel Plate

3% Al-Mg 25000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.4 AAA
Fig. 

16(B)

14
Zn-30%Al 

Alloy-Plated 
Steel Plate

3% Al-Mg 23000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.7 AAA

15
55%Al-Zn 

Alloy-Plated 
Steel Plate

3% Al-Mg 23000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

1 AAA
Fig. 
16
(C)

16
Zinc-Plated 
Steel Plate 6% Al-Mg 28000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.2 AA

17
Zn-5%Al 

Alloy-Plated 
Steel Plate

6% Al-Mg 25000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.3 AAA

18
Zn-30%Al 

Alloy-Plated 
Steel Plate

6% Al-Mg 23000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

0.5 AAA

19
55%Al-Zn 

Alloy-Plated 
Steel Plate

6% Al-Mg 23000

Al3Mg2 + 
FeAl3 

(Composite 
Layer)

1.2 AAA

20
65%Al-Zn 

Alloy-Plated 
Steel Plate

3% Al-Mg 20000

Al3Mg2 / 
FeAl3 

(Double 
Layer)

2 A

21
65%Al-Zn 

Alloy-Plated 
Steel Plate

6% Al-Mg 20000

Al3Mg2 / 
FeAl3 

(Double 
Layer)

2.1 A

22
65%Al-Zn 

Alloy-Plated 
Steel Plate

Pure Mg 20000

Al3Mg2 / 
FeAl3 

(Double 
Layer)

2 A
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[0087] As shown in Table 2, since Comparative Examples 9 and 10 used the aluminum-plated steel plate as a steel
material in which zinc was not included, the oxide film could not be removed smoothly. In addition, since the excessive
amount of aluminum was contained, the composite compound layer in which Al3Mg2 and FeAl3 were mixed was not
formed on the joint interface while having a two-layered structure. Moreover, the reaction layer was composed of thick
FeAl3, and the whole thickness of the compound layer exceeded 2.5 mm. As a result, the joint intensity was lowered,
and a good joint could not be obtained.
[0088] Examples 12 and 16 are the examples that used the zinc-plated steel plate as a steel material, and 3% of Al-
Mg alloy and 6% of Al-Mg alloy, respectively, as a magnesium alloy material, similar to the above-described examples.
[0089] These examples contained the added amount of Al enough to function effectively in the magnesium alloy
material. In addition, although the thickness was slightly thin, the composite compound layer in which Al3Mg2 and FeAl3
were mixed was formed on the joint interface, thereby achieving an effective joint. In this case, the thicknesses of the
compound layers were 0.08 mm to 0.12 mm in Example 12, and 0.2 mm in Example 16, respectively.
[0090] Examples 13 to 15 and Examples 17 to 19 are the examples that used the zinc-aluminum alloy-plated steel
plate or aluminum-zinc alloy-plated steel plate plated with zinc-aluminum alloy as a steel material, and used 3% of Al-
Mg alloy or 6% of Al-Mg alloy as a magnesium alloy material.
[0091] These examples contained the added amount of Al sufficiently, and the composite compound layer in which
Al3Mg2 and FeAl3 were mixed was formed on the joint interface. In addition, the compound layer was formed evenly
having the layer thickness of 0.3 mm to 1.2 mm. Therefore, it was confirmed that a quite high joint intensity that exceeded
3.5 kN could be obtained.
[0092] Examples 20 and 21 are the examples that used the aluminum-zinc alloy-plated steel plate as a steel material,
in which the added amount of Al in the plated layer was a high rate of 65%.
[0093] These examples contained the excessive amount of aluminum. Therefore, the composite compound layer as
described above was not formed on the joint interface. Moreover, the reaction layer was mainly composed of Al3Mg2
and FeAl3 having a thick two-layered structure, and the whole thickness of the compound layer was 2 mm or more. As
a result, the joint intensity was slightly lowered.
[0094] Example 22 is the example that used the aluminum-zinc alloy-plated steel plate as a steel material in which
the added amount of Al in the plated layer was a high rate of 65%, and used pure magnesium as a magnesium material.
[0095] This example contained the excessive amount of aluminum. Therefore, the composite compound layer as
described above was not formed on the joint interface. Moreover, the reaction layer was mainly composed of Al3Mg2
and FeAl3 having a thick two-layered structure, and the whole thickness of the compound layer was 2 mm or more. As
a result, the joint intensity was slightly lowered.
[0096] Figs. 16(A) to 16(C) show the observation results by the scanning electron microscope observing the joint
interfaces of Examples 12, 13 and 15, respectively, as representative examples of the joint structures.
[0097] As shown in Fig. 16(A), the composite compound layer of Example 12 in which Al3Mg2 and FeAl3 were mixed
was quite thinly and evenly formed on the joint interface having the thickness of approximately 0.1 mm. Thus, it is
recognized that a good joint intensity could be obtained.
[0098] Similarly, Fig. 16(B) is a constitution showing the joint portion taken by the electron microscope in Example 13.
The composite compound layer in which AI3Mg2 and FeAl3 were mixed was evenly formed on the joint interface having
the thickness of approximately 0.4 mm. Thus, it is recognized that Example 13 could obtain the highest joint intensity in
the examples.
[0099] Fig. 16(C) is a constitution showing the joint portion taken by the electron microscope in Example 15. The
composite reaction layer composed of Al3Mg2 and FeAl3 was steadily formed on the joint interface having the thickness
of approximately 1.0 mm.It is recognized that Example 15 could also obtain a high joint intensity.

(continued)

Section

Material To Be Joined Joint 
Current 
Value 

(A)

Interface Structure
Joint 

Intensity NoteSteel 
Material

Magnesium 
Material

Reaction 
Layer 

Constitution

Thickness 
(mm)

Comparative 
Example

9
Aluminum-

Plated Steel 
Plate

3% Al-Mg 18000 Retention of 
Oxide Film

2.7 B

10
Aluminum-

Plated Steel 
Plate

6% Al-Mg 18000 Retention of 
Oxide Film

3 B



EP 2 253 410 B1

14

5

10

15

20

25

30

35

40

45

50

55

[0100] Examples 23 to 28 described hereinbelow are the examples that used a tin-plated steel plate, a copper-plated
steel plate or a silver-plated steel plate as the second material plated with tin, copper or silver as the metal C, respectively.
In addition, Examples 29 and 30 employed magnesium alloy, as the first material, including gallium as the metal D.
[0101] With regard to the dissimilar metal joint between the magnesium material and steel, Examples 23 to 28 used
the tin-plated steel plate, the copper-plated steel plate and the silver-plated steel plate as a steel material. In addition,
two types of magnesium alloy having the different added amounts of aluminum (the metal D) from each other were
prepared as a magnesium material in Examples 23 to 28.
[0102] Examples 29 and 30 used the zinc-plated steel plate as a steel material. In addition, two types of magnesium
alloy having the different added amounts of gallium (the metal D) from each other were prepared as a magnesium
material in Examples 29 and 30, respectively.
[0103] Then, the steel materials and the magnesium materials were joined under various conditions by the resistance
spot welding in Examples 23 to 30, followed by examining a relationship between each interface structure to be obtained
and intensity thereof. Note that, the magnesium material plate with the thickness of 1.0 mm and the steel plate with the
thickness of 0.55 mm were used.
[0104] The resistance spot welding was performed by the joint device shown in Fig. 15. With regard to joint conditions,
the pressure level was set to 3 kN, the joint time was for 240 msec, and the welding current was set to within a range
of 16000 to 30000 A. In order to measure the joint intensity after joining, a tensile shear test was performed for the
measurement.
[0105] The results thereof are shown in Table 3. In the table, the joint strength of less than 2.5 kN was evaluated as
"B", the joint strength of 2.5 to less than 3.0 kN was evaluated as "A", the joint strength of 3.0 to 3.5 kN was evaluated
as "AA", and the joint strength of more than 3.5 kN was evaluated as "AAA".

[0106] Examples 23 and 24 used the tin-plated steel plate as a steel material, Example 26 used the copper-plated
steel plate as a steel material, and Examples 27 and 28 used the silver-plated steel plate as a steel material. In addition,
these examples employed 3% of Al-Mg alloy or 6% of Al-Mg alloy as a magnesium alloy material.
[0107] Examples 23 to 28 contained the added amount of Al enough to function effectively in the magnesium alloy
material, similar to Examples 12 and 16 using the zinc-plated steel plate as a steel material. In addition, although the
thickness was slightly thin, the composite compound layer in which Al3Mg2 and FeAl3 were mixed was formed on the
joint interface, thereby achieving an effective joint. In this case, the thicknesses of the compound layers were 0.1 mm to
0.2 mm in these examples.
[0108] Examples 29 and 30 used the zinc-plated steel plate as a steel material, and employed 20% of Ga-Mg alloy

Table 3

Section

Material To Be Joined Joint 
Current 
Value 
(kA)

Interface Structure
Joint 

IntensitySteel Material
Magnesium 

Material
Reaction Layer 

Constitution
Thickness 

(mm)

Example

23 Tin-Plated Steel 
Plate

3% Al-Mg 22 Al3Mg2 + FeAl3 
(Composite Layer)

0.1 AA

24 Tin-Plated Steel 
Plate

6% Al-Mg 22 Al3Mg2 + FeAl3 
(Composite Layer)

0.2 AA

25 Copper-Plated 
Steel Plate

3% Al-Mg 29 Al3Mg2 + FeAl3 
(Composite Layer)

0.1 AA

26 Copper-Plated 
Steel Plate

6% Al-Mg 29 Al3Mg2 + FeAl3 
(Composite Layer)

0.2 AA

27 Silver-Plated 
Steel Plate

3% Al-Mg 30 Al3Mg2 + FeAl3 
(Composite Layer)

0.1 AA

28 Silver-Plated 
Steel Plate

6% Al-Mg 30 Al3Mg2 + FeAl3 
(Composite Layer)

0.2 AA

29 Zinc-Plated 
Steel Plate

20% Ga-Mg 20 MgGa2 + FeGa3 
(Composite Layer)

0.4 AA

30 Zinc-Plated 
Steel Plate

40% Ga-Mg 20 MgGa2 + FeGa3 
(Composite Layer)

0.5 AA
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and 40% of Ga-Mg alloy as a magnesium alloy material, respectively.
[0109] Examples 29 and 30 employed the magnesium alloy material in which Ga was added to magnesium, which is
different from the other examples. The composite reaction layers of Examples 29 and 30 composed of MgGa2 and
FeGa3 were formed on the joint interfaces, which resulted in an effective joint. In this case, the thicknesses of the
compound layers were approximately 0.1 mm to 0.2 mm.

Claims

1. A method of joining dissimilar metals, comprising:

interposing a third material (2p) containing a metal C between a first material (1) containing magnesium as a
main component and a second material (2) containing iron as a main component;
causing eutectic melting between the metal C and at least one of magnesium and iron; and
removing a reaction product (E) produced by the eutectic melting from a joint interface, thereby joining the first
material (1) and the second material (2),
characterized in that
a metal D is added to the third material (2p) and/or to the first material or the second material and an intermetallic
compound containing the metal D and at least one of magnesium and iron is formed on the joint interface,
thereby the first material (1) and the second material (2) are joined via a compound layer (3) containing the
intermetallic compound, the first material (1) is a magnesium alloy material, the second material (2) is a steel
material, and the metal D is aluminum and/or gallium,
the third material (2p) containing the metal C causing the eutectic melting with magnesium is preliminarily
adhered to a joint surface of the steel material, and the metal C contained in the third material (2p) is at least
one metal selected from the group consisting of Zn, Sn, Cu, Ag and Ni.

2. The method of joining dissimilar metals according to claim 1, wherein the intermetallic compound containing mag-
nesium and the metal D and the intermetallic compound containing iron and the metal D are mixed in the compound
layer (3).

3. The method of joining dissimilar metals according to claim 1, wherein the third material (2p) is adhered to the joint
surface of the second material (2) by a coating means selected from plating, thermal spraying, vapor deposition
and film coating.

4. The method of joining dissimilar metals according to claim 1, wherein the third material (2p) is an alloy containing
Zn as the metal C and Al as the metal D.

5. The method of joining dissimilar metals according to claim 4, wherein an Al-Zn plated steel plate preliminarily plated
with an Al-Zn alloy on a joint surface thereof is used as the second material (2).

6. The method of joining dissimilar metals according to claim 5, wherein an added amount of Al in a plated layer in the
Al-Zn plated steel plate is less than 65 % by mass.

Patentansprüche

1. Ein Verfahren zum Verbinden verschiedener Metalle, umfassend:

Einfügen eines dritten Materials (2p), das ein Metall C enthält, zwischen einem ersten Material (1), das Mag-
nesium als Hauptbestandteil enthält, und einem zweiten Material (2), das Eisen als Hauptbestandteil enthält;
Bewirken eines eutektischen Schmelzens zwischen dem Metall C und mindestens einem von Magnesium und
Eisen; und
Entfernen eines durch das eutektische Schmelzen erzeugten Reaktionsprodukts (E) von einer Verbindungs-
grenzfläche, wodurch das erste Material (1) und das zweite Material (2) verbunden werden,
Gekennzeichnet dadurch dass
ein Metall D dem dritten Material (2p) und/oder dem ersten Material oder dem zweiten Material hinzugefügt
wird und eine intermetallische Verbindung, die das Metall D und mindestens eines von Magnesium und Eisen
enthält, an der Verbindungsgrenzfläche gebildet wird, wodurch das erste Material (1) und das zweite Material
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(2) über eine Verbindungsschicht (3) verbunden werden, die die intermetallische Verbindung enthält,
das erste Material (1) ein Magnesiumlegierungsmaterial ist, das zweite Material (2) ein Stahlmaterial ist und
das Metall D Aluminium und/oder Gallium ist,
das dritte Material (2p), das das Metall C enthält, das das eutektische Schmelzen mit Magnesium bewirkt,
vorausgehend an eine Verbindungsfläche des Stahlmaterials geklebt wird, und
das im dritten Material (2p) enthaltene Metall C mindestens ein Metall ausgewählt aus der Gruppe bestehend
aus Zn, Sn, Cu, Ag und Ni ist.

2. Das Verfahren zum Verbinden verschiedener Metalle gemäß Anspruch 1, wobei
die intermetallische Verbindung, die Magnesium und das Metall D enthält, und die intermetallische Verbindung, die
Eisen und das Metall D enthält, in der Verbindungsschicht (3) vermischt werden.

3. Das Verfahren zum Verbinden verschiedener Metalle gemäß Anspruch 1, wobei
das dritte Material (2p) an der Verbindungsfläche des zweiten Materials (2) durch ein Beschichtungsverfahren,
ausgewählt aus Plattieren, thermischem Spritzen, Aufdampfen und Filmbeschichtung, anhaftet.

4. Das Verfahren zum Verbinden verschiedener Metalle gemäß Anspruch 1, wobei das dritte Material (2p) eine Le-
gierung ist, die Zn als Metall C und Al als Metall D enthält.

5. Das Verfahren zum Verbinden verschiedener Metalle gemäß Anspruch 4, wobei
als zweites Material (2) eine Al-Zn-plattierte Stahlplatte verwendet wird, die vorausgehend mit einer Al-Zn-Legierung
auf einer ihrer Verbindungsflächen plattiert ist.

6. Das Verfahren zum Verbinden verschiedener Metalle gemäß Anspruch 5, wobei
eine zugesetzte Al-Menge in einer plattierten Schicht in der Al-Zn-plattierten Stahlplatte weniger als 65 Masse-%
beträgt.

Revendications

1. Procédé de jonction de métaux différents, comprenant :

l’interposition d’un troisième matériau (2p) contenant un métal C entre un premier matériau (1) contenant du
magnésium comme composant principal et un deuxième matériau (2) contenant du fer comme composant
principal ;
la production d’une fusion eutectique entre le métal C et au moins un élément parmi le magnésium et le fer ; et
l’élimination d’un produit de réaction (E) produit par la fusion eutectique depuis une interface de jonction, joignant
ainsi le premier matériau (1) et le deuxième matériau (2),
caractérisé en ce que
un métal D est ajouté au troisième matériau (2p) et/ou au premier matériau ou au deuxième matériau, et un
composé intermétallique contenant le métal D et au moins un élément parmi le magnésium et le fer est formé
à l’interface de jonction, moyennant quoi le premier matériau (1) et le deuxième matériau (2) sont joints via une
couche de composé (3) contenant le composé intermétallique,
le premier matériau (1) est un matériau d’alliage au magnésium, le deuxième matériau (2) est un acier, et le
métal D est de l’aluminium et/ou du gallium,
le troisième matériau (2p) contenant le métal C provoquant la fusion eutectique avec du magnésium est collé
préalablement sur une surface de jonction de l’acier, et
le métal C contenu dans le troisième matériau (2p) est au moins un métal sélectionné parmi le groupe constitué
par Zn, Sn, Cu, Ag et Ni.

2. Procédé de jonction de métaux différents selon la revendication 1, dans lequel le composé intermétallique contenant
du magnésium et le métal D et le composé intermétallique contenant du fer et le métal D sont mélangés dans la
couche de composé (3).

3. Procédé de jonction de métaux différents selon la revendication 1, dans lequel le troisième matériau (2p) est collé
à la surface de jonction du deuxième matériau (2) par un moyen de revêtement sélectionné parmi le placage, la
projection thermique, le dépôt en phase vapeur et le revêtement par film.
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4. Procédé de jonction de métaux différents selon la revendication 1, dans lequel le troisième matériau (2p) est un
alliage contenant du Zn comme métal C et de l’Al comme métal D.

5. Procédé de jonction de métaux différents selon la revendication 4, dans lequel une plaque d’acier plaquée Al-Zn
préalablement plaquée avec un alliage Al-Zn sur une surface de jonction est utilisée comme deuxième matériau (2) .

6. Procédé de jonction de métaux différents selon la revendication 5, dans lequel la quantité d’Al ajouté dans une
couche plaquée sur la plaque d’acier plaquée Al-Zn est inférieure à 65 % en masse.
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